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[57] ' ABSTRACT 

A cable sleeve for covering a cable splice. An envelop 
ing hose of heat shrinkable material is on its inside pro 
vided with a hot melt adhesive coating. A device de 
signed cross-shaped in cross-section for support of the 
cable ends is inserted between the cables. The device is 
of hot melt adhesive whose fusion point is below that of 
the material of the hot melt adhesive coating. 

9 Claims, 5 Drawing Figures 
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CABLE SLEEVE WITH A DEVICE CROSS-SHAPED 
IN CROSS-SECI‘ ION FOR SUPPORT OF CABLE 

ENDS ENTERING THE CABLE SLEEVES 

BACKGROUND OF THE INVENTION 

1. Field of the Invention 
The invention is directed to a cable sleeve with an 

enveloping hose from a material shrinkable under the 
in?uence of heat, whose inner surface is at least par 
tially provided with a hot melt adhesive coating and 
with a device designed cross-shaped in cross-section for 
support of cable ends entering the cable sleeve. 

2. Description of the Prior Art 
A device, as it is for instance known from the DE-OS 

35 39 275, serves essentially for ?xing entering cables of 
smaller cross-section than the cable sleeve itself in their 
position in the entry area and to retain same there after 
the cable sleeve envelope has been shrunk on. The 
known device acts as a space divider. The sleeve enve 
lope has areas of hot melt adhesive applied in an annu 
larly shaped manner, such an area being provided 
where the space divider is arranged inside of the cable 
sleeve. 

It is disadvantageous in the known solution, that a 
multiplicity of fabrication steps is required. Thus the 
shrinking envelope must be provided with a hot melt 
adhesive coating in previously determined areas. The 
space divider must be separately fabricated. Thus as 
sembly is particularly costly because the user must ar 
range the space divider accurately where later on a hot 
melt adhesive coating will be available. 

It is a task of the invention to create a solution, with 
which such a device can be simpli?ed, with which the 
handling is made more easy and with which particularly 
the assembly processes can be optimized. 

In a device of the previously described type, this task 
is solved according to the invention in that the device is 
designed as a molded piece from hot melt adhesive. The 
hot melt adhesive may be a thermoplastic adhesive on 
the basis of polyamide. Such an adhesive is well known 
in the art. 

Since the molded piece is made of hot melt adhesive, 
the installation position of this molded piece may be 
completely independent from the other design of the 
shrinking sleeve, i.e., the external envelope of a cable 
sleeve. It is completely irrelevant for the user, how and 
in which way the later envelope is coated with hot melt 
adhesive, since the device itself consists of this material 
and therefore satis?es all those requirements which are 
demanded of such coating. 
The process of preparing the cable sleeve according 

to the invention includes the steps of inserting a cross 
shaped device of hot melt adhesive between the enter 
ing cable ends, placing an enveloping hose over the 
cable ends and ?xing the device in position by applying 
heat to the hose. The fusion point of the material of the 
device is lower than that of the inside coating of the 
hose. Further application of heat causes the device to 
melt so that the hollow spaces between the cables are 
?lled out by the hot melt adhesive material. This sort of 
process is very simple for the user, it is free of malfunc 
tion and provides a high security of a later particularly 
good sealing of a cable sleeve designed in such a man 
ner. 

A development of the device according to the inven 
tion consists in that the fusion point of the hot melt 
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2 
adhesive of the device lies below that of the hot melt 
adhesive coating of the sleeve. 
The difference in the fusion points of the two materi 

als to be utilized has the advantage that, upon applica 
tion of the heat in accordance with the above-men 
tioned process steps, the hot melt adhesive of the sleeve 
is at ?rst prevented at exiting from the end faces by the 
device. Subsequently heat is applied so as to completely 
melt the device in the ?nal state. This simpli?es the 
assembly, without sacri?cing the advantages inherent in 
the provision of the device on the edges of a cable 
sleeve. _ 

By way of a further development, the invention pro 
vides that the cable sleeve exhibits at least another de 
vice inside it spaced to the respective device on the 
edge, whereby it is provided in particular, that the dis 
tance between the two devices is smaller than l-times, - 
and in particular smaller than 0.5-times the length of the 
device. 

This layout can be provided particularly then, if the 
cavities between the inserted cables are comparatively 
large or geometrically different, which can occur par 
ticularly with cables of different diameter. For such a 
case the provision of at least two such devices spaced 
from each other can assure that at one spot of the cable 
sleeve suf?cient hot melt adhesive is available in order . 
to ?ll the cavities between the cable jackets, in order to 
in this way assure a completely sealed closure in the 
entry area. 

In order to optimize the assembly, the invention pro 
vides that the cable ends are wound with a ribbon of hot 
melt adhesive prior to shrinking on of the envelope hose 
and after insertion of at least two, whereby the fusion 
point of the hot melt adhesive of the ribbon lies on the 
one hand below that of the adhesive coating of the 
envelope hose and on the other hand below that of the 
devices. 
With this re?nement of the invention it is achieved 

that the hot melt adhesive coating of the envelope hose 
can be less by that amount, which is made available by 
the wound-on ribbon in the area of the devices, meaning 
the already known normal coating with melt adhesive 
on the inside does not have to be increased even in the 
case of cable sleeves into which a plurality of cable ends 
is inserted either on one side or on both sides. 

Furthermore, a development of the invention pro 
vides that a central area of the envelope hose is free of 
hot melt adhesive coating. 

It has been found that if the envelope hoses are com 
pletely coated on the inside with hot melt adhesive, the 
hot melt adhesive which lique?es during the shrink-on 
process does not assure an accurate positional attach 
ment of the shrink- or envelope hose, migrations can 
occur, which not only complicates the assembly, but 
also does not assure sealing with the ultimate safety. 
By means of the inventive development the envelope 

or shrink-on hose can ?rst of all be shrunk onto the 
surface of the cable splice for ?xing into position and 
seats itself tightly there while a hot melt adhesive is 
lacking, so that its position remains ?xed also with addi 
tional subsequent application of heat. 

In practical utilization cases with standard sleeves the 
distance between two molded parts can be held smaller 
than 10 mm. With this arrangement it is achieved that 
the melted pieces from hot melt adhesive must not be 
completely melted down during assembly. They can 
remain solid in the core areas by the dense structure in 
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the inlet areas of the cable ends, without the danger 
arising thereby that leakages might occur. 

In order to simplify the assembly, the invention also 
provides that the molded pieces are designed to be 
widening at their free ends of the webs for formation of 
a contact face for the adhesive ribbon. 

In accordance with another embodiment of the in 
vention, the process of preparing the cable sleeve fur 
ther includes the steps of winding a ribbon of hot melt 
adhesive around the portions containing the cross 
shaped devices. The ribbon is then brie?y heated and 
pressed onto the cables and the outer edges of the de 
vices until they adhere thereto. Subsequently, the hose 
is placed over the cable ends and is heated at a portion 
which has no inside hot melt adhesive coating in order 
to ?x the hose in position. Thereafter, additional heat is 
applied to effect melting of the adhesives. This process 
results in a simpli?cation of the assembly, with the ad 
vantages already named above. 
The invention is described in the following with par 

ticularity with the help of the drawing. 

BRIEF DESCRIPTION OF THE DRAWINGS 

In the drawing: 
FIG. 1 is an exploded presentation of a cable sleeve 

according to the invention in perspective, 
FIG. 2 is the same presentation of a cable sleeve in a 

modi?ed embodiment example, 
FIG. 3 shows the ?nal state after shrinking-on of the 

cable jacket according to FIG. 1 or FIG. 2, 
FIG. 4 is a perspective illustration of a cable sleeve of 

changed design partially in section; and 
FIG. 5 is a magni?ed section illustration of the area of 

entry of four cable ends. 

DETAILED DESCRIPTION OF THE 
INVENTION 

A cable sleeve designated generally with 1 in the 
, ' ?gures is formed out of a hose 2 from shrinkable mate 

1 rial, which, for instance can be provided with one single 
cable outlet 3. For the rest of it the cable sleeve is of 
usual construction, so that an enumeration of the details 
is dispensed with here. 
Four cable ends 5 are introduced into the end 4 of the 

cable sleeve 1 opposed to the cable outlet 3, which cable 
ends are spliced in the inside, which is not important 
here. The device 6 according to the invention is pres 
ented in exploded fashion in front of these cable ends 5 
in FIG. 1, which is designed as a molded member cross 
shaped in cross-section and consists exclusively of a hot 
melt adhesive. The hose 2 is provided with a hot melt 
adhesive coating 7 on its inside. It is essential for the 
invention that the fusion or softening point of the hot 
melt adhesive coating 7 is higher than that of the hot 
melt adhesive of which the device 6 is formed. 

All the same parts are designated with the same refer 
ence number in FIG. 2. Two devices 6 and 6a are illus 
trated there in recognizable manner, which have a lon 
gitudinal extent of “x” and are insertable into the device 
with a spacing “y". This spacing “y” of the device 6 or 
60 with respect to each other should amount to 0.5- to 
2-times the length “x” of the device. 
The installed condition is shown in FIG. 3, meaning 

because of the special design of the device 6 or 6a all the 
cavities designated with 7 or 8 between the cables are 
filled with hot melt adhesive, so that the end face 4 is 
tightly sealed with respect to the inside of the sleeve 1. 
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4 
The installation procedure of a sleeve 1 according to 

the invention is essentially as follows: 
To start off with the sleeve is fabricated in the usual 

manner, i.e., the cable designated with 9 in FIG. 3 is 
appropriately reduced, the cable conductors are con 
nected in the usual manner with equally reduced cable 
conductors of the cables 5 or other manipulations are 
accomplished at the cable ends, which is not important 
here. The sleeve is surrounded by a shrink-on hose 2, 
which is equipped on its inside with an adhesive coating 
7 at least in the areas of its edges 3 and 4. In order to 
hold the cables 5 during assembly as well as also later in 
the sleeve at a distance from each other, the device 6 
with its cross-shaped design is slid in between the inner 
spaces. After this had been done, the device 6 is main 
tained in its place by a short shrinking-on process of the 
hose 2 onto the outer edges of the device 6. Other auxil 
iary resources are not required for this. Therefore the 
webs of the device designated with 10 are appropriately 
of such a length that they are gripped at their upper 
edges by a slight shrinking-on process of the hose 2. 

Subsequently heat is applied, until the melting tem 
perature of the hot melt adhesive coating 7 is exceeded. 
The hot melt adhesive of the coating 7 now enters the 
cavities between the cable ends 5 and is pressed in direc 
tion of the end faces 4 or 3 of the sleeve 1 by means of 
a shrinking movement. 
The device 6 now prevents the largest portion of the 

hot melt adhesive from exiting out of the sleeve ends for 
the time being and the hot melt adhesive is pressed into 
the cavities in a particularly ef?cient manner. By fur 
ther application of heat and thus by the heat of the hot 
melt adhesive 7 itself, the device 6 is also melted, so that 
the end faces are completely ?lled with hot melt adhe 
sive, which is designated in FIG. 3 with 7 and 8. 

In the FIGS. 4 and 5 a modi?ed embodiment example 
is presented. As far as it is possible, the same designation 
numerals as in FIGS. 1 and 3 have been inserted into 
those ?gures. 
A cable sleeve generally designated with 1 in FIG. 4 

is formed from an enveloping hose 5 from shrinkable 
material. At one end an individual cable 30 exits from 
the cable sleeve 1. 

Four cable ends 5 are introduced in the illustrated 
example into the end 4 of the cable sleeve 1 opposed to 
the individual cable sleeve 3a, which are spliced with 
each other in the inside, which is not important here. In 
between these four cable ends 5 two molded pieces or 
devices 6 and 60 designed to be cross~shaped in cross 
section and consisting of hot melt adhesive are intro 
duced in the illustrated example. In this area the cable 
ends 5 are wound with a ribbon 11, also of hot melt 
material. 
As is also discernible from FIG. 4, the enveloping 

hose 2 exhibits hot melt adhesive coating 7 at its edges 
so that the central area 12 is kept free of this hot adhe 
sive coating. 
The melting characteristics hereby are chosen to be 

such that the ribbon 11 has a lower fusion point than the 
molded pieces 6 or 6a as well as the hot melt adhesive 
coating 7. 

It is discernible from FIG. 5, that the free ends of the 
webs 10 of the molded pieces 6 or 6a are designed to 
widen towards the outside. This area has been given the 
designation numeral 13 and constitutes a contact face 
for the ribbon 11 from hot melt adhesive material. 
During assembly the ribbon 11 is wound on and 

slightly heated after insertion of the molded pieces 6 
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and 60, so that it assumes a slightly pasty state and can 
be pressed by hand against the outer surfaces of the 
cable ends 5 as well as also to the molded pieces 6 and 
60 particularly at their free ends 13 and adheres there. 
Subsequently the enveloping hose 2 is brought into 
position and shrunk on with its central area 12, so that it 
adheres to the splice. Subsequently additional heat is 
applied. 

Naturally the embodiment examples of the invention 
which have been described can be changed in many 
ways, without abandoning the basic thought. Thus the 
invention is particularly not limited to the demonstrated 
speci?c design of the device 6, in particular its cross 
sectional shape. It is possible to utilize other slightly 
deviating shapes, in particular if other quantities of 
cable ends 5 are inserted. 
We claim: 
1. A cable sleeve for covering a cable splice formed 

by cables having ends, comprising an enveloping hose 
of heat shrinkable material, a hot melt adhesive coating 
covering at least some portions of the inside surface of 
the hose, and at least one device cross-shaped in cross 
section for insertion between and support of cable ends 
to be entered into the cable sleeve wherein the device is 
a molded piece of hot melt adhesive and wherein the 
fusion point of the hot melt adhesive of the device is 
below the fusion point of the hot melt adhesive of the 
coating. 

2. A cable sleeve according to claim 1, comprising at 
least one additional device cross-shaped in cross-section 
to be inserted between cable ends and spaced in longitu 
dinal direction of the cables apart from the device. 

3. A cable sleeve according to claim 2, wherein the 
distance between the two devices is smaller than the 
length of each device. 

4. A cable sleeve according to claim 2, wherein the 
distance between the two devices is smaller than half 
the length of each device. 

5. A cable sleeve- according to claim 1, comprising a 
ribbon of hot melt adhesive for surrounding cables and 
at least two devices for insertion between the cables and 
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located underneath the enveloping hose, wherein the 
fusion point of the hot melt adhesive of the ribbon is 
lower than the fusion points of the hot melt adhesives of 
the devices and of the coating. 

6. A cable sleeve according to claim 5, wherein the 
central area of the enveloping hose is free of hot melt 
adhesive coating. 

7. A cable sleeve according to claims 5 or 6, wherein 
the outwardly facing edge portions of the cross-shaped 
devices are of increased thickness, the outer edges form 
ing a contact surface for the ribbon. 

8. A process for covering a cable splice formed by 
cables having ends, comprising the steps of inserting a 
cross-shaped device of hot melt adhesive between cable 
ends to be spliced, placing an enveloping hose having an 
inside coating of hot melt adhesive over the cable ends, 
and ?xing the device in position by applying heat to the 
hose, wherein the fusion point of the hot melt adhesive 
of the device is lower than the fusion point of the mate 
rial of the inside coating of the hose, applying further 
heat until the fusion point of the hot melt adhesive of 
the coating is exceeded so that the hot melt adhesive of 
the coating ?lls the cavities existing between the cables 
and the hot melt adhesive of the coating is prevented by 
the device from exiting out from between the cables at 
the end of the hose. 

9. A process according to claim 8, comprising wind 
ing a ribbon of hot melt adhesive material onto the 
cables prior to mounting the hose, slightly heating the 
ribbon for a short period and pressing the ribbon onto 
portions of the cable surfaces and the outer edges of the 
devices so as to adhere thereto, sliding the enveloping 
hose over the ribbon, wherein the enveloping hose has 
inside coatings of hot melt adhesive material at the ends 
thereof so as to form a middle portion without hot melt 
adhesive coating, and heating the middle portion of the 
hose so as to shrink the hose onto the ribbon, and apply 
ing further heat in order to melt the hot melt adhesives 
of the ribbon and of the coating of the enveloping hose. 

* * * * * 


